PUB-NO: JP360255294A 

DOCUMENT-IDENTIFIER: JP 60255294 A 
-TITLE : LASER BEAM WELDING METHOD 



PUBN-DATE: December 16, 1985 
INVENTOR-INFORMATION: 

NAME COUNTRY 
SAITO, TAKAO 
UEHARA, MASAO 
TOSHIFUJI, NAOTAKE 
YAMADA, TSUGIO 

ASSIGNEE-INFORMATION : 

NAME COUNTRY 
KUBOTA LTD 

MITSUBISHI ELECTRIC CORP 

APPL-NO: JP59113469 
APPL-DATE: May 31, 1984 

US -CL- CURRENT: 219 / 121. 64 

INT-CL (IPC) : B23K 26/00; B23K 26/16 

ABSTRACT : 

PURPOSE: To execute satisfactory welding without weld defects such as blowholes by 
providing projections of a suitable height to the lap parts of materials to be 
joined to form an adequate spacing and escaping a gasified coating material through 
,this spacing in the stage of welding. 

CONSTITUTION: Galvanized steel sheets 1, 2 having sheet thicknesses tl, t2 are 
fixed and held by means of clamper 14 and a working table 15 and a laser beam 7 is 
run to execute welding. The projection 16 having the prescribed height G is 
preliminarily formed by press working, etc. to the sheet 1 to form the spacing 13 
between the sheets 1 and 2 by the projection 16. The zinc vapor 8 generated from 
the galvanized layers 4, 5 by the laser welding is consequently escaped through the 
spacing 13 so that a pierced hole 9 maintains a defectless shape without having an 
irregular shape. The hole 9 is thoroughly filled by a molten metal 10 on 
progression of welding. The satisfactory weld zone is obtd. without formation of 
the blowholes in the solidified metal 11. 
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